موجه 


... Work Order ID 


88977 


dugust- 14- 12 7: 33: 31 АМ 


Аер 


Ее 


*BRÜTT* 2 


23 шин 


Item ID: D206-667- IOITRN ِ 771ھ‎ па Setup Start "NS * 
Révision ID: ? 
Item Name: Crosstube Turning Detail 5. 3 ЫГ 
P 
Start Date: 14/08/2012 Start Qty: 1.00 *4* Cust Item ID: * 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * Customer: ۱ 
Reference: ES d 3 A. 
ren мога SANAT CS SIG O مج رد جع وو یچچ‎ ай нысын a Run Start x * иар 8 M 
Approvals: Process Plan: ML3 _ Date: 222) 17 Tooling: E |... Dat: | | ہے‎ N Р 1 = Р 
| З ор Ё: 
(01 ۳ _ Date ^' SPC (Y/N): _ Date * N R 2 ж Ж 
menm 55 ы 2 - == ۳ ۳ ЁР Zh. e imd i i p کے‎ + 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. سیت‎ .. 
n Center ID Description Run Hours Code Qty Qty Number Stamp ہے‎ з 
[ Draw Nbr Revision Nbr a | 7٦ 1 
= = dr. - IE 
| | D206- 667-141 Rev C | | ) гр 
100 Т 0.00 
* 40) MORI SEIKI CNC LATHE LARGE | | g 
Mori Seiki Memo 0.00 Шр 
Mori Seiki CNC Lathe Large 1-Fill tube with sand & install plugs 078534 on both ends as per Folio 3 
2-Turn first side as per Folio FA083 
3-Blend transition lines only; **do not sand whole tube**: / 
FOLIO REV: ы / 
DWG REV: 
*Use mill bastard file, brush file repeatedly with file card. 
*Do not use sandpaper coarser than 320 grit. 
110 ОС1- Inspect dimensions to dimension sheet 0.00 2 
*440* | ү = 
QC Memo 0.00 Yo. 
Quality Control > 
Р 3. 
: 3 : 
Ч i 


020۸: 0006 Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE Ч 


Ko DISPOSITION 
Work Order: 


| Rework 

Part No. | 5сгар 
Use-as-is 

NCR No. Work Order Update 


General 


| Bend 


Е BOM/Route 
E Broken/Damaged 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


FAULT CATEGORY 


|| Hardware 


E] Inspection Incomplete 


ОА Closed: Date: 
AGAINST DEPARTMENT/PROCESS 
Crosstube Water Jet Engineering 
Small Fab Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other 
Composite Supplier 


Pressure/Forced 
Temperature/Cure 
Weld 


Ш Burrs am B Instructions Incomplete/Unclear 1551 Wrong Stock Pulled 


|| Contamination 
| | Countersink 


|| Maintenance 
|| Mislabeled 


| [other | 


: Work Order ID 8897 


ccept 


*RR077* 


Page 2 


Setup Start 


Item ID: x * 
1 №900040100 *NS1* 
Revision ID: 
Item Name: Crosstube Turning Detail Stop Жж N с 2 * 
Start Date: 14/08/2012 Start Qty: 1.00 *4* Cust Item ID: | 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
= 3 == ge = = وچچچووی‎ << I Run Start % * 
Approvals: Process Plan: __ En Date: 0 Tooling: 7 Date: = М R 1 
Stop 
QC: nm Date: SPC (Y/N): Date: — * N R 2 ж 
Sequence ID/ | Operation Set Up/ Tool ID Tool # Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 
* 4 2 n* MORI SEIKI CNC LATHE LARGE | , 
Mori Seiki Мейо 0.00 


Mori Seiki СМС Lathe Large 


130 


*120* 
QC 


Quality Control 


1-Turn second side as per Folio FA083 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush file repeatedly with file card. 
*Do not use sandpaper coarser than 320 grit. 

FOLIO REV: 

DWG REV: 


3-Remove sand and plugs 


QCI- Inspect dimensions to dimension sheet 0.00 


Memo 0.00 


Gy 


(2/9/6 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: . Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. боог. ^ Quality 

Rec/Store/Packaging .. Other 
Supplier 


Root Description of work order TAFE Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT CATEGORY 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 
Part No. Scrap 
Use-as-is 


NCR No. Work Order spoar 


Landing Gi Gear 


u Bending 


a Centre Not Concentric to O/S 

Ш Cracks 

E Crushed/Crimped. 

۱ Cuffs 

| Heat Treat 

E Inspection Strip in Tube 

| | Ripples in Bend 

u Torque Waves in Extrusion 

|| Turning Sequence 

m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev 6 


General 
ШЕ Вепа 
| |BOM/Route 
Е Broken/Damaged 
| | Burrs 
|| Contamination 
E Countersink 
mi Cut Too Short 
| [Drill Holes 
HN Drawing 
| Finish 
| | Folio 


E Grain | 

Bi Hardware 

m Inspection Incomplete 

N Instructions Incomplete/Unclear 
А Maintenance 

5 Mislabeled 


E Misread 
ШЕ Offset 


ІН Out of Calibration 
H Out of Sequence 
Е Outside Dimensions 


? 


0 ; 
Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 

Part Moved 

Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Ш Other 


: “Work Order ID 88977 


* * 
88077 3 
August-14-12 7:33:31 АМ | 3 _ _ 2 
Item ID: D206-667-101 TRN Accept *N 900040 1 (00 Setup Start *N с 1 * 
Revision ID: Б ` 
Item Name: Crosstube Turning Detail Stop * N с 2 ж 
Start Date: 14/08/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
der = 2 - U Е ze 7 - Run Start œ% * 
Approvals: Process Plan: | Date: 0 . Tooling: XE Date: _ _ М R 1 
Sto 
Qc: Date: _ ____ SPC (ҰЛ): Date Pox МХБ 2” 
Sequence 1D/ Operation Set Up/ Tool ID Tool? Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 QC8- Inspect parts - second check 0.00 : а 5 2d 
*44n* 9 3: W p | 
QC Memo `- " 0.00 a 
Quality Control | 
м. 
145 0.00 
*4AR* TW /2- 7 
Crosstubes Memo 0.00 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 
150 0.00 
4٭‎ ۶ En LEASEZLA 
HandFXtube Memo 0.00 


Hand Finishing Crosstubes 


1- PRESSURE WASH X-TUBE INSIDE AND OUT 


2- ACID ETCH X-TUBE INSIDE AND OUT. USE RED SCOTCH BRITE 


е бы ова.‏ ا ae‏ کے کہ 


ООА: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE ib 
QA Closed: Date: 


NCR: Yes / No 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet 


Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


Engineering 
Quality 
Other 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Oty or Non-conformance Chief Eng Description Date : Verification QC Inspector 


| 


NCR Мо. 


Landing Gear 


u Bending 


E Centre Not Concentric to O/S 


mi Cracks 

۳ Crushed/Crimped. 
u Cuffs 

|| Heat Treat 


E Inspection Strip in Tube 

м Ripples in Bend 

E Torque Waves in Extrusion 

E Turning Sequence 

|| Wave/Twist т Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev 6 


General 
m Bend 
E BOM/Route 
E Broken/Damaged 
Burrs 
Ш Contamination 
| [Countersink 
|| Cut Too Short 
E Drill Holes 
Е Drawing 
| [Finish 
| [Folio 


FAULT CATEGORY 


M Grain 
m Hardware 


| | Inspection Incomplete 
| | Instructions Incomplete/Unclear 


Ш Maintenance 
3 Mislabeled 


М Misread 
m Offset 


Ё Out of Calibration 
m Out of Sequence 


| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| [other 


August-14-12 7:33:31 АМ 


- «Work Order ID 88977 


D206-667-101TRN 


“889775 


Accept 


Page 4 


ANS1* 


item ID: * "00060 na Setup Start 
Revision ID: ۳ 
Item Name: Crosstube Turning Detail Stop * N с 2 х 
Start Date: 14/08/2012 Start Qty: 1.00 wax Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
; [AA چرچ‎ So ات‎ E Б Run Start % * 
Approvals: Process Plan: _ й Date: _ Tooling: Паб: — N R 1 
Sto 
QC: | Date: | SPC (Y/N): Date: Р *N Ro* 
Sequence ID/ Operation Ё Set Up/ Tool ID Tool # Plan Accept | Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0С5- Inspect part completeness to step on W/O 0.00 ¿Ds 
*160* “o (о 
QC Memo 0.00 LS 7 7 2-3 223 
Quality Control 
170 0.00 
*470N* шр UM 12-97 BD 
Packaging Memo 0.00 1 
Packaging Identify and stock in kanban rack Location: لے‎ ۱ 
10 QC21- Final Inspection - Work Order Release 0.00 
«авах mus ۵ 
QC Memo 0.00 
Quality Control 


09۵۸: _  — Date: 


WORK ORDER NON-CONFORMANCE / UPDATE T 


NCR: Yes / No E 
QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


DISPOSITION 
Work Order: 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


н Rework 
Рай, - کت‎ rp тг Scrap 

К Use-as-is 
Work Order Update 


FAULT CATEGORY 


Landing Gear 


u Bending 


BE Centre Not Concentric to O/S 


|| Cracks 


Ш Crushed/Crimped. 

u Cuffs 

| Heat Treat 

E Inspection Strip in Tube 

E Ripples in Bend 

м Torque Waves in Extrusion 

۱ Turning Sequence 

Е Wave/Twist in Tube 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


General 
Ш Вела 
| |BOM/Route 
Ш Вгокеп/Оатавеа 
E Burrs 
m Contamination 
м 606006 
и Cut Too Short 
3 Drill Holes 


Е Drawing 
| | Finish 
| [Folio 


m Grain 

al Hardware 

Ш Inspection Incomplete 

m Instructions Incomplete/Unclear 
Е Maintenance 

E Mislabeled 


E Misread 
|| Offset 


Е Out of Calibration 
u Out of Sequence 
| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 

Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


u Other 


Picklist Print 
` August-14-12 7:33:35 АМ 
Work Order ID: 88977 ха 80775 
*D206-667-101TRN* 


D206-667-101TRN 


Crosstube Turning Detail 


Parent Item: 


Parent Item Name: 


Comments: IPP Rev:A 08-03-06 new issue DD verified by:ec 


ІРР Кеу В 08.04.02 remove polish EC verified by: DD 


Start Date: 14/08/2012 
Start Qty: 1.00 


‘Required Date: 28/08/2012 
Required-Qty: 1.00 


uw 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Qtyon Qty per Kit Total Qty Date "банш 

Нет Мате Item ID Purch ltem Location Location Seq ID Measure Hand Qty Issued Issued ; 

D6001-105 Manufactured No 110 Each 16.0000 1 1 

* * kk 

D6001-10^5 
Crosstube, Material 
Location Loc Qty Loc Code 
21 

۔ع۔م مم ( 


LG ч 16 
6 


ООА: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE | Ж 
QA Closed: Date: 


NCR: Yes / No 


AGAINST DEPARTMENT/PROCESS 


Water Jet meine 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
2 Supplier 


Root pon of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT AM 6۸76608۷ لس‎ 
Landing Gear 


- DISPOSITION 
Work Order: 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


NCR No. 


General 


m Bending 


М Centre Not Concentric to O/S 


E Cracks 

u Crushed/Crimped. 

Ш Cuffs 

Ш Heat Treat 

|| Inspection Strip in Tube 

| | Ripples in Bend 

Ed Torque Waves'in Extrusion 
|| Turning Sequence 

u Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


E Bend 


| |BOM/Route 

м Broken/Damaged 
Е Burrs 

Ж Contamination 

| [Countersink 

| [cut Too Short 

|| Drill Holes 


EH Drawing 
۱ Finish 
Е Folio 


Ы Grain 

Ж Hardware 

m Inspection Incomplete 

Е Instructions Incomplete/Unclear 
E Maintenance 

|| Mislabeled 


Е Misread 
u Offset 


E Out of Calibration 
E Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance * 
Part Incorrect 

Part Lost/Missing 

Part Moved 

Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 


Temperature/Cure 
Weld 
Wrong Stock Pulled 


u Other 


DART AEROSPACE LTD . 


Work Order: | 89937 | 


ee ae AI 
| Description: Crosstube Assembly (206B High Fwd Part Number: D206-667-141 
po e EN 
Inspection Dwg: D206-667-141 Rev: С | 1111 Раде1о2 


FIRST ARTICLE INSPECTION CHECKLIST 


Inspection Sheet Actual Method of 
Drawing Dimension Inspection Comments 


uo v 


ОО 
515 
A 


: 
o 
Y 
ы 
+ 
e 
e 
e 
T 
о 
© 
o 
o 
M 
۳ 
м 
EN 
| 


2414. 
2.154 
2.194 


2.234 


Jen 
Io 
Ve NS 
1 | 
ШЇ 


یو مود 

Ee зэм by وش ہہ سو‎ ae О کے‎ 
2 Ba. Е 
а Гей اذہ‎ == ыны 
usum B7 دج جو‎ eap 
170.030 
pose pique 
2200 905999 ATT 2 ] (267 
2 ۳ = 
00000 60-074 | 7 | | Ber 
2 Шы жай a 
2.154 2 pon m 

| تہ ےہ‎ ue 

а Bae Nee Se و‎ 
a piper 
220204 264221 


+0 
+/-0.010 
+/-0.030 


+/-0.020 


E 
^ 
2 
Сэ 
S 
8 


N 


il 


Tap LG-22 >. 


13.18 


H:\FORMS\Quality Assurancelapproved QA\FAIxtube Rev C 


E ue 
+ 


رھ 


DART AEROSPACE LTD Work Order: 


е‏ مج ی 

Description: Crosstube Assembly (206B High Fwd Part Number: 
ш ы ее اف‎ 
Inspection Dwg: 0206-667-141 Rev: С AS 


WALL THICKNESS MEASUREMENT 


BOAT 
D206-667-141 
[| 
Page 2 of 2 


NT ud 


— — READING 1 
—— — READING 2 
READING 3 
— READING 4 
READING 5 
—— READING 6 
===> READING 7 


| READING 1 : Ла 
L=0" BEN WEE 


qu^ 


READING 2 
і- {0 
READING 3 


=) 


КЕ O 6 
L= 
READING 7 


CWE 


Calibration Result 
DAS Actual Block Thickness: „İ O, 2O 
3 Sitescan 250 Measured Thickness: (100-:6 00 


| Rev | Date | 


06.10.24 | New Issue P/O D206-667-101 КУЛМ | | O | 
Dwg Rev updated [KJ Гү | 
Wall thickness form added к = A 


оз 


+60 = - EET AR MN neue Se TRADI کم‎ me REESE ی‎ ЧГУ CERE 


x D206-667-141 


ее 
CROSSTUBE 
[02873-03 | 

| 92873-045 | 

SUPPORT 


ROCKWELL SPECIFICATION RBO-120- 
023 

ADHESIVE (TEXTRON/BELL SPEC. 299- 
947-100, TYPE Il, CLASS 2 ADHE SIVE 


GENE RAL NOTES: 


1) MATERIAL: MANUFACTURED FROM D600 1-105 
FINISHED LENGTH = 93.180 
FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART 051 005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER “0206-667-141" AND BATCH NUMBER ОМ 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 11.3 lbs ` 
PARTIS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING IS 6% BASED ON ۰ 3 ў 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER 051 038. 

12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06” THICK LAYER OF MAGNOBOND 6398 PER 
QS! 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 

. OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 

SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


SHO OPY 
RETURN TO 
ENGINEERING 


UNCONTROLLED C 


УМ 
OP 


SUBJECT TO AMENDMENT! 
WITHOUT NOTICE 


NG. 


WORK ey MET 
Ч 12/09] id 


DEO ATTACHED 


АТТАС 
11.07.26 


UND EVIEW 


REVISE GENERAL NOTES/PART LIST (ZN 07-1); RF 08.11.06 
REORGANIZED VIEWS AND REFORMATTED DRAWING 

TO CURRENT STANDAROS, 

D3595-063-395 WAS D2856-400-694 (ZN 06-2 & A5-2); 

REMOVED REF. 8 ADD TOLERANCES (ZN С4-3, C5-3 & 

03-3); RELOCATEO FLAG #6 (ZN A8-3) РЕК МСВ 210; 

MOVED TURNING DETAIL & UPDATED TOLERANCE TO 

SHEET 4. . 


ADD HOLES AND МИТ PLATES FOR COMPATABILITY 05.07.26 
WITH BHT/AA SKUDTUBES 


prev. [DESCRIPTION A 


BY 
DART AEROSPACE LTD 
DRAWN | RE, | HAWKESBURY, ONTARIO, CANADA 

(7 ۰ REV. С 
IMFG.APPR | 2 _ | 0206-667-141 SHEET 1 OF 4 
APPROVED | Ж. [ИЕ SCALE 
e A 


DATE COPYRIGHT © 2000 BY DART AEROSPACE LTD 
‘THES DOCUMENT ES PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPREES CONDITION THAT T 19 
۰ ۰ NOT ТОШЕ USED FOR ANY PURPOSE OR COPIED OR COMMUNICATE D TO ANY OTHER PERSON WITHOUT 
WRITTEN PRAESSION FRIM DART AEROSPACE LTO, 


DESCRIPTION 


рЕвон | 47 | 


D2891-1 SUPPORT 
2PL 


MS21920-20 CLAMP 
4PL 


D3595-063-395 
RUBBER CUSHION 
4 PL, (UNDER CLAMP) 


Am 


D206-667-501 


02873-043 
NUT PLATE 


۷ 5ڈ‎ 
RIVET, 4 PL 0287-9045 


МОТ PLATE 


MS20601AD4W8 


RIVET, 3 PL 


262 VIEW А-А: CUFF DETAIL 
SCALE 4X 


A 


D206-667-141 


ASSEMBLY DETAIL 
(VIEW LOOKING FWD) 


[135 (15» 


MS21920-20 CLAMP REF 


D2891-1 SUPPORT REF 


A 03595-063-395 


RUBBER CUSHION 
REF 


ps2 SECTION B-B 


SCALE 5X 


АА Д 


eco HUI 
(.03.28 


UND EVIEW 


2) 


02873-043 
NUT PLATE 


DEO ATTACHED 


MS20601AD4W8 


a RIVET, 4 PL 


NUT PLATE 


MS206014D4W8 \—— 90° REF 
۱ 


RIVET, 3 PL \_ 


c32 VIEW C-C: CUFF DETAIL 


SCALE 4X 


DESIGN | | 47 | DART AEROSPACE LTD 
[DRAWN ÎÛ "RE | HAWKESBURY, ONTARIO, CANADA 
існескко | (47 DRAWING no. REV. C 
МЕС. APPR. | _ | D206-667-141 SHEET2OF4 
[APPROVED — | / Ж. | TITLE SCALE 
IpEAPPR. | W- |CROSSTUBE ASS'Y (2068 HIGH FWD) NTS 


DATE COPYRIGHT © 2000 BY DART AEROSPACE LTD 
08 4 1 06 ‘THES DOCUMENT IS PRIVATE AND CONFIDENTIAL AMD IS SUPPLIED ON THÈ EXPRESS CONDITION THAT IT کر‎ 
۰ В NOT TO BC USED FOR A PURPOSE ОП COMED OR СОММЫНГАТЕО TO ANT OTHER PERSON WITHOUT 


PILOT 20.128 
63۴6 0۴ 
3PL 


21.20 43 


10.35 REF 
(263тт) 


006 
0.32319 $08 
HOLE TO BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 
2PL 


ce; DETAIL D 
SCALE 4X 
(VIEW LOOKING FWD) 


‚+0.005 
20323200 
HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 


ON OTHER SIDE OF CUFF 
2PL 


VIEW E-E: 
vea CUFF DETAIL 
SCALE 4x 


T 


Е 6 
26.88 REF, (682mm) = 
TO CENTER OF BEND, 

ALONG TOP EDGE 


REF‏ 16.27 سس 
(413mm)‏ 
TO START OF BEND‏ 


36.60+0.13 


37.373 
DETAIL О 


08-3 


Am 


74.7410.25 


D206-667-501 


BENDING AND DRILLING DETAIL 


(VIEW LOOKING FWD) 


20.323007 
HOLE ТО BE ALIGNED WITHIN 20.001 


OF HOLE ON OTHER SIDE OF CUFF 
3 PL 


PILOT 20.128 
C'SINK @0.225Х100° 
4PL 


00.323005 
HOLE TO BE ALIGNED 
WITHIN £0.001 OF HOLE 
ON OTHER SIDE OF CUFF 
3PL 
PILOT 8 
C'SINK @0.225Х100° 


873 VIEW ٣۴ 
(VIEW LOOKING AFT, ROTATED) 


DETAIL Ч 


823 VIEW KK 
(VIEW LOOKING AFT, ROTATED) 


резом | 47 | 


PILOT 8 
C'SINK @0.225Х100° 
3PL 


19.5430.13 


0.005 
20.323) 905 
HOLE TO BE ALIGNED 
WITHIN +0.001 OF HOLE 
-ĠA ON OTHER SIDE OF CUFF 
Бо) Hil -6 ZPL cxi DETAILH 
10320 


DEO ATTACHED == 


(VIEW LOOKING FWD) 


u) 


€ 
\ 
نے‎ KIN 


5 


00.32319 905 

HOLE TO BE ALIGNED 
WITHIN £0,001 OF HOLE 
ON OTHER SIDE-OF CUFF 
2PL 


VIEW J-J:‏ دہ 
CUFF DETAIL‏ 
SCALE 4X‏ 


DART AEROSPACE LTD 


| RE | HAWKESBURY, ONTARIO, CANADA ` 


REV. C 


МЕС. АРРА. | 42 . |D206-667-141 SHEET3 ОҒ4 
[approved | (тте SCALE 
ОЕ АРРА. | f |CROSSTUBE ASS'Y (2068 HIGH FWD) NTS 


DATE COPYRIGHT © 2000 BY DART AEROSPACE LTO 
08.11.06 عامس وو ڈیہ‎ 13 PRATE O CONTENTA رر‎ 19 uP TED On DE PRESE حیرصت‎ тий 
11. مت فیس‎ ИНН 


owcxeo | 47 6 
22| 


оз SECTION G-G 
SCALE 5X 


SEE DETAIL L 


R100.0 TRANSITION 
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DETAIL L: 
074 CROSSTUBE CUFF 
NOT TO SCALE 
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ГЭЭ 2234 


TAPER UNIFORMLY FROM 
"33% REF THROUGH TO 2.27270995 REF 


RUNNING OFF PART 


2 TURNING DETAIL 


1 
2.074 REF | 
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SEE DETAIL N 
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DRAWING NO, TITLE | REV. C| DART AEROSPACE LTD  |oEo.No. SHEET NO. SCALE 
0206-667-141 | CROSSTUBE ASS'Y (206B HIGH FWD) ENGINEERING ORDER D206-667-141-C-1 SHEET 1 OF 1 ^ NTS 

0۳۴۵۰ ASS _ [мел O [wenovo a (БАР 4 | 
DATE | 1107.15 pare (7.222 (же 7797227 owe ^ a one eral 


PURPOSE: i 
REPLACE MAGNOBOND WITH PROSEAL. р 


СНАМСЕ: 


IS: 


ЖИ Part Number ¡Description 
-141 ! 


الس ا 
AR | PROSEAL 890 B-2 ¡SEALANT, AMS-S-8802 CLASS B-2‏ | 9 | 


WAS: | 
مت اس مت ا‎ ———————— 
A/R | MAGNOBOND 8 ‘ROCKWELL SPECIFICATION RBO-120-023 
¡ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
‘TYPE Il, CLASS 2 ADHESIVE 


| ۱ 
NOTE 12 8. 15, SHEET 1 IS AMENDED AS FOLLOWS: 


IS: 


12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07” 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. | 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.08” THICK LAYER OF MAGNOBOND 6398 PER QSI 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
| 
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